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Manufacturing Processes of Metal Matrix Composites by Squeeze Casting

Jin Kim*, Sang-Kwan Lee*, Soon-Hyung Hong** and Gil-Geun Lee**

ABSTRACT

Optimum manufacturing process in a vacuum assisted squeeze casting is investigated
for continuous SiC and Boron fiber reinforced aluminum matrix composites based on the
previous result of single fiber reinforced metal matrix composite(MMC)s. Squeeze casted
specimens under different processing conditions are measured their interfacial bonding
strengths and tensile strengths to verify the applicability of the obtained process range of
single fiber reinforced MMCs. It is found that manufactured 169 volume fraction SiC
fiber reinforced aluminum MMCs under the optimum range show two times higher tensile

strengths than the aluminum matrix itself and can keep their strengths up to 400°C
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